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POWDER COATING POWDER COATING 


Comment: POWDER COATING 
Powder Coat Gloss White (Ref 4.3.5.1)as per Dart OSI 005 4.3 
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Description : 
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Comment: INSPECT POWDER COAT 
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First Article [ Prototype 


Drawin Actual 
3 Tolerance Accept Method of Comments 
Dimension Dimension Inspection 
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FINISH: POWDER COAT WHITE (REF. 4.3.5.1) PER 
QSI 005 4.3 
ANTI-SKID PIANT PER OSI 005 4.4 AFTER 
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